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BLE sp,ma,;cﬂztems S “
.followshg i‘ederal Speciflcations of the issue in effect on date

.; i of inv:.ta.hon;for big_s ahall form a part of this speciflcatlon' -

# 7 qq-fa-lSl = J&‘tals Gene‘ral Spécifications for Inspection“of.
A # RR-5-366 ~' Sieves,” Standards,_) Testing.

L B. TYPE. o

B-1. Thls sPeciflcatlon covers shot peenmg of metal parts for the pur-—
nose of 1ncreasmﬂ' tne endurance linit of the part.

" C. MATERIAL AIT WO’?KMANSHIP'

b C<l. Procedure,’ g T ' 1“
! ¢ C-la. All shot peening performed undeg:iuns sneclflcatlon shall be in
‘accordance with 8 ‘procedure approved by: tlm contracting officer for the speci-
: fied intensity and: for the part under cofitract, Before beginning production .
‘the conmtractor shall submit all details of the procre‘tlure he proposes to use
{/ which determinesthe finish gn the nart and the mtens:\ty and unlformlty of the
S~ shot peening. & I

in procedure and . shall reqalre resubmlssmn for approval.

e

C~1h. Any change in-the procedure factors w1ll be re"arded as a change !
i

L. GENERAL R..:QUIHEISN“‘S .
D-1, See detail requirements,

z, DVTAIL R.&Q,T'.LBEIHINTS

E-l. The iuntensity of the shot peening as determined by the procedure qut-
lined in pdragraph F-1 shall be as specified on the drawing .or in the contract
within the limits indicated in Table I (sece paragraph H-1).
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E~2. The si~e of the shot used and mglntalned durlng,the ‘shot’ peening
process shall be as specified on the drawing or in the con€¢act within the
limits indicated in Table II. The percentage by W‘lght of broken shot in use-
at any time during the process shall not exceed 10 percent. (See paragraph H—Z)

E-3. The parts shall be processed for a sufflclent 1ength of tlme to vlvc
~complete coverage (See Daragraph h-S) R

S
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L o b K LEdI ‘= Shot Sizes Requirements -%f
Nominal - ~Maxiéﬁm - J Intermediate Sizes - , Minimum
Size = :8ize ¢ R _ .Size
Inch : ‘

'0.111  * 100% through Min.90% through 3,360 micron  Max.3% through

4,760 micron ,~YMNo. 6) sieve - 14410 micron .
(No. 4) .sigve~ = Mini90% retained on 2,000 (No.14) -sieve
: T micron (No 10) ‘sieve e

.066 100% through =~ Min.90% through 2, ooo micron  Max.3% through
2,380 microm (No. 10) sieve 1,000 micron
(No.8) sieve Min.90% retained on 1,410 '(ﬂo 18) sieve

micron ({No.1l4) sieve
.047 100% through Min.85% through 1, 410 mieron  Max, 3% through .
S 1 680 micron (No.14) sieve .- - » - 3890 micron -

No.12) sieve Min. 85% retained on 840 micron (No 30) sieve

(No.20) sieve s

‘M

.0L8 100% through Min. 80% through 840 mlcroh © - Max.3% through
A 1,000 micron . (No. 20) sieve " - . 350 micron
(Vo 138)- 31eve - Min.80% retained on 50@4@ . No, 45F sieve
micron (No.35) sieve™ '§}, L
: v_::.ssa'-' .
.016 100% through . Min.75% through 500 mlcron Max. 3% thropgh
590 micron (YWo. 35) sieve , ~© 210 micron
(Ho.30) sieve  Min.80% retained on 297 micron_ . (No.70) sieve

(¥o.50) siéve

Y P

Note: ,T“e sieve 31zes ref rred to in nhls Table are in
-~ = aceordance with Wederal Svec1¢1cctlon PR-S-366

.

" METHODS COF INSPECTION. AFD TEST..

Fal, - At least three shot peening tgiens1uy determlnatlons in accordance
with paragraph F-2 shall be.made on each machine durlng gaich shift. ' In case
of a machine found.to be produ01ng an intcnsity outside the limite™ ‘of ‘the re-
guired intensity, the pro@uction of that machine for uhat sal?t skall be- sub—
Jject to rejection.

F=2. The shot peening intensity shall be determined by subJect¢on of- one
side of a flat steel strip to the shot peening procedure used in production.
The magnitude of the curvature of the strip after treatment measures the shot
peening intensity. PFor intensities in the designation of which the letter
"i" appears the test strip shown in Figure 1 shall be used. For intensities
in the designation of which the letter "C" arpears, the strip shown in Figure
2 shall be used. The test strips used shall be approved by the contracting
officer (see paragraph H-4). The holding fixture and the mcthod of mounting

-3 -



ﬂ ‘the test S'rips shall be as,shdwn.ln.F gﬁf.s 3 and,4 The age for determining
“the deflection in gage Tength of 1-1/4 inches is shown in Figure 5.7

revxer ey PR T TS T A R 504 SOOI

In-using
this mgoge, the central ‘prtion of the non-peened side~of the test strlp shall
be placed again t the plunger of the gage.

G. PACKING AI'D m:a:{mc FOR SHIBMENT. :™ . . cw ...

Not applicable. , o IR

H. NOTES. : : . .
H-1. Recoﬂnlzed factors in determining the shot pcen*ng intensity arc:

a. ﬂ"tprlal.
b, Section Tblckness
¢. Hardaness of Work.

H-2., In select*ng shot s1zes con31derat10n should be given to the follow-
ing factors:

a. ‘Shepe of parts. ‘

b.  Size of fillcts or Scratches (smgll snot to get
- into small fillets &nd etc.),

¢.’ Finish (small shot for fine finish).

‘d.  Intensity dgsired. )

‘e, Abrasive effect.

H~-3. The time of exposure should give completc coverage. The coverage
is frequently gaged by eye. 4 more relinble method is to expose a series of
test strips for varying lengths of time under a given set of shot peening
conditions, then plot a curve of gage reading against time of exposure. The
cuarve should f‘atten off at a time which glves corplete coverave.

H-4. The response of test strips to shot peerning is influenced by surfﬁce
finish, method of rolling and other factors ir addition to those indicated in
this specification. It is essential that test strips used respond in the same
manner as strips upon which the data in the specification is based. At the
time of preparation of this specification, satisfactory strips were available
from the following sources:
Pangborn-Corporotion

Fe orstown &l(Y‘yl"‘]"

American Foundry Zquipment Company
i shawaka, Indiana

H-5. The attention‘of Ordnance personnel is directed to & report on shot
peening, Serial No.ll-228 issued by the Pﬂulonal Defense Ruqe“rch Commlutee.

NCTICE: When Govermment drawings, specifi qtlons or other data are
used for any purpose other then in conmection with a definitely related Gov-

ernment procurcment operatlon the U.S. Govermment thcreby incurs no responsi-
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bility roi’“' ny ob¥igation whatsoever; and the fact that the GoverPment may have
formulated;” furnished; or.in any way. supplied trhe said drawings, specifications,
or other data, is not to be regarded by implication or otherwise as in any man;'“;vi“
ner licensing the holder or any other person or corperation or conveying any
rights or permission to manmufacture, use or sell any patented invention that
may in any way be related thereto. : e '

% -
NOTE: Coples of this specification may be obtained from €he_Office, Chief't
of Ordnance, Army Service Forces, Washington, D.C. -

-
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